“Wark Order] 1D 92890 * * 
nt. 12 7: 18: 2h, AM хогвоп" 


1 $ سس —-- 5 S 4-29 E‏ == € :5 ن چم " 


Ite ID: D206- 667- 107 pu *N annnan 4 an* Setup Start * М с 4 * 


Revision. ID: | А 
*Item Name: Crosstube Mid Fwd Stop ж N с 2% 
Start Date: 11/12/12 Start Qty: 1.00 ый * Cust Item ID: 
Required Date: 11/21/12 : Req'd Qty: 1.00 і #4 * Customer: | 
Reference: TG | mE К. 
ES A ци AS IPR AAN A set ec A A а Run Start Za. ж 
Approvals: Process Plan: ЧЕХ _ Date: __. Tooling: о Date: | _ j N R 1 
Sto 
ос: Date: 20 SPC(YINY De *N R2*. 
Sequence IV 00 Operation =  SeUp ^ ToolID' Tool# Plan Accept Reject Reject Insp. |00 
Work Center ID 5 Description } Ё б ` Run Hours Code Qty | Qty Number Stamp 
Draw Nbr Revision Nbr : ١ ۱ ` Е ~ 
D206- 667- 147 A (DEO) 
0519565 . A А 7 
DSI9628 A i : : | DAS 
100 = (0 жа”. ына 7 
* 4 n n* Ы DOCUMENT CONTROL A 97 
DC Memo : 0.00 р. ll 
Document Control 0 Photocopy bluefile and create labels as per PPP D206-667-107 chg 3 4 
110 Pick Kit у ; 0.00 | i 1 
ж 4 4 ағ ۲ Packaging : Е | А,» | 
Packaging | Мето 0.00 [ : 0 i v2 | H | I. 
Packaging 5 


Ea و‎ р T DOTT ты 


PA و‎ 


‘Work Order ID 92890 | 
November-12- 12 7:18:21 AM 


*o»non* 


Iterh ID: 


Page2 


D206-667- 107 Accept *N annnan 4 00* Setup Start EN S 4 * 
Revision ID: a 
“Пет Name: Crosstube Mid Fwd Stop Жж N с 2 ж 
Start Date: 11/12/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 11/21/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
mm 1 1 mE 1 77 Run Start x ж 
Approvals: Process Plan: |... Date: Tooling: || Date: — __ М R 1 
Sto 
ос: Date ____ SPC (YIN: 220.200... Date: _ P x М R 2 * 
Sequence ID/ Operation m 1 Set Up/ ToolID Тоо# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 0.00 1 
*49N* BENDING MACHINE - CROSSTUBES Mo Ta /2-//- / 
CNC Bend 2 Memo 0.00 1 М — n 2 
CNC Alpha 160 Bender Bend tube as per Dwg D206-667-147 using CNC bender program 
130 QC15- Crosstube Dimensional Check de. 
“420% Фе) 
ос | Мето 0.00 16. қола, 1 i Е 
Quality Control 


a? 


We ща ID 9280000 77777 *92890* nz wo 


D206- 667- 107 Accept *NANNNANA an? EU Start *NS 1 * 


¡UN Crosstube Mid Fwd Stop Ж N Q9* 
Start Date: 11/12/12 аге Qty: 1.00 *4* Cust Item ID: 
| Required Date: 11/21/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
1 1 E 3 Шен карыс ы ee І е “г а Run Start x . * 
Approvals: Process Рап: | _ Date: Tooling: е. Date: _ uu" NR 1 
Sto 
QC: " ___ Date: _ SPC (Y/N): oo... Date | | |. А * N R 2 
Sequence ID/ ‘Operation Е 1 Set Up/ EN ToolID Tool# Plan " Accept. Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 
*4 AN* Crosstubes | = / а= |}. < | 
Crosstubes Meas 0.00 ML "E LASS 
Grosstubes жава» ENSURE N JIG POSITIONING BEFORE DRILLING***** , 


VERIFIED BY: اج‎ жжжжж 


l- Drill holes & ream using drill Jig 078541 & 078542 as рег Dwg D206-667- 
147. Drill all (3) top holes. Holes facing inboard. 


***** ENSURE PROPER JIG POSITIONING BEFORE DRILLING***** , 
VERIFIED ВУ: | (pb) ***** 


2- Drill Fwd rivet holes using drill Jig DT8787 fwd as per Dwg D206-667-147. 
Note: Fwd side has 3x top holes.Facing inboard. 


3- C'sink holes as per Dwg 0206-667-147. Allow rivet to sit below surface to = 
compensate for paint. | 


4- Flip tube and switch drilling Jigs from right to left, left to right. Locate Jigs 
off existing holes using "T" pins .Drill ONLY 2 top holes ONLY plug most 

bottom holes to prevent accidental drilling. Drill holes and ream using drill Jig 
DT8541 & DT8542 as per Dwg D206-667-147. Drill only the top (2) holes. D 


/ 


А 2 
жжжжж ENSURE PROPER ЛС POSITIONING BEFORE DRILLING***** , 
VERIFIED BY: Ме ы 


5- Drill Aft rivet holes using drill Ле 078787 aft as рег Dwg 0206-667-147. 


***** ENSURE PROPER JIG POSITIONING BEFORE DRILLING***** , 
VERIFIED BY: — 


November-12-12 7:18:21 AM 


Пет ID: D206-667-107 * М QNNNAN 1 Q0* Setup Start * N S 1 * 
Revision ID: 0 * 
"Item Name:  Crosstube Mid Fwd Stop Ж N Q 9 * 
Start Date: 11/12/12 Start Qty: 1.00 *1* Cust Item ID: 
Required Date: 11/21/12 Req'd Qty: 1.00 #4 * Customer: 
Reference: 
= Е Pu 1 Run Start x ж 
Approvals: Process Plan: . Date: 0 Tooling: _ Date z N R 1 
Sto 
QC: Date SPC (Y/N): Date = P x МР2* 
Sequence ID/ Operation 1 1 1 Set Up/ 1 ` ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
6- C'sink holes as per Dwg D206-667-147. Allow rivet to sit below surface to 
compensate for paint. 
7- Scribe part # and batch # using vibrating stylus as per Dwg D206-667-147 
Inside of Cuff (Do not engrave on outside of tube) 
_ 8- *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** Deburr an 
& Inspect for surface damage. Repair damage within limits as per Dwg D206- لحم‎ 7 / Pa / / = / 2 
667-147 + 
160 QC5- Inspect part completeness to step on W/O 0.00 © Ае 
*160* | ида 
5.2 Т : Ue 
ac Mice 000 56-239) De 
Quality Control *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
0. | 8 
170 0 يد‎ і bes 
* 4 70* ee \ X 95 tgo 
HandFXtube Memo 0.00 


Hand Finishing Crosstubes 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1- CLEAN CROSSTUBE WITH WASH'N WIPE 


ама > n 


б» 


"Work Order ID 92890 
November-12-1 2 7:18:21 AM 0 


Iteín ID: 


D206-667-107 


*92R00* 


Page 5 


Accept 


* * Setup Start * * 
Revision ID: Nanana40100 NS 1 
“Пет Name:  Crosstube Mid Fwd Stop ж N с 2 * 
Start ае: 2 Start Qty: 1.00 143 Cust Item ID: 
Required Date: 11/21/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: | 
5 1 5 Е E E pese на: 2 тү Run Start x ж 
Approvals: Process Plan: Date Tooling: Date: _ 5 Ni R 1 
Sto 
ос. _ Date SPC (Y/N): Date: ۲ *NRR2* 
Sequence ID/ Operation Ss ЕС Up/ E “Той Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 Outsource process - NDT per QSI038 4.1 0.00 
*480* مر‎ 
Outsource2 Memo 0.00 ERI LE ز‎ 22 


Outsource process - NDT 


190 


хлап“ 


Packaging 
Packaging 


200 


*200* 
QC 


Quality Control 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


Liquid Penetrant Inspection as per QSI 038Ог 
Issue P/OZ YYZ PP as per ASTM 1417 
Level 2 Attach copy of NDT results to work order 


0.00 
Packaging 


Memo 0.00 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


Ensure copy of NDT results attached to work order. 


QC5- Inspect part completeness to step on W/O 0.00 


Memo 0.00 


o9 
& го дъ ur 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


um 


(ee eee + n 
Ss с” 
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November-12-12 7:18:21 AM 


Item ID: D206-667-107 


l acd *Nannnan1nn* s" за ۷ 
"Revision ID: ١ = 
“Item Name: Crosstube Mid Fwd | Stop Ж N с 2 * 
Start Date: 11/12/12 Start Qty: 1.00 RAR Cust Item ID: 
Required Date: 11/21/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
а AA E 1 1 nm EAS UNS Run Start ж * 
Approvals: Process Plan: Date: Tooling: اا دعس مس‎ Date: = —_ М R 1 
Sto 
QC: Date: SPC(Y/N): Dates пл Е *N RI* 
Sequence 1D/ Operation Си Set Up/ 0 | Tool ID Tool# Plan Accept | Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
203 0.00 
ж ж 
WAS. 0.00 -L A. d А 
۱ 20 tube Memo 3 12 -и-24 
Hand Finishing Crosstubes *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
1- PRESSURE WASH CROSSTUBE AND THEN USE WASH'N WIPE TO 
CLEAN CROSSTUBE BEFORE CHEMICAL CONVERSION 
205 0.00 
*9NKA* | үзі ias 
QC Memo 0.00 1 i 9-9 
Quality Control *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


o, 


` Work Order ID 92890 *Q9ROQ(* Page 7 
November-12-12 7:18:21 AM pers 7 
Item ID: D206-667-107 Accept * N ONNNAN 4 00 Setup Start Ж N с 4 * 
Revision ID: 0 D 
“Нет Name:  Crosstube Mid Fwd Stop Ж N сд * 
Start Date: . Start Qty: 1.00 ж Cust Item ID: 
Required Date: 11/21/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
DE Е 1 AA Е fp Run Start Ж * 
Approvals: Process Plan: — Date: Tooling: Date: |. _ N R 1 
Sto 
Date: SPC(YIN: Date " *NR2* 
Sequence ID/ in Operation 6 Set Up/ NER Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 0.00 
хо 4 n* SprayPaint | e \ Ava” 
SprayPaint Memo 0.00 تح و‎ S- 
Spray Painting *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
1-Prime inside and outside crosstube as per QS] 005 4.2 
2-Paint outside crosstube as per QSI 005 4.2 
PRIME: 12988 g 
Start Time: 135 ص‎ 
Fininsh Time: 1". ey» 
۳۸۲۲: / 
Start Time: 2. &> 
Finish Time: ф.д. 
220 я QC14- Inspect Spray Paint 0.00 OAS 
*220* (2 16, 
QC Memo 0.00 = EN 
Quality Control Wrap in plastic bag to protect from scratches d QNM 


"Work Order ID 92890 
November-12-12 7:18:21 AM | 


*o2gan* — Page 8 


СЕ ОООО 9 ANNAN «е че мах 


‘Revision ID: 


‘Item Name: | Crosstube Mid Fwd Stop Ж N с 2* 
Start Date: 11/12/12 Start Qty: 1.00 #4# Cust Пет 1D: 
Required Date: 11/21/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
1 ۳ ана таны ы ыт кал a Run Start ж ж 
Approvals: Process Plan: Па: Tooling: a рае ___ Ni R1 
Sto 
0C: |. Рае: SPC(Y/N): 2.000200 Dae | | . P x N R Ры 
Sequence ID/ 77 Operation B Set Up/ © ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 0.00 
х 2 an* Crosstubes L 2 2 Af 
Crosstubes a 0.00 ل‎ МЕА а-ә o 
Crosstubes 1-Abrade mating surfaces of support and crosstube with 400 grit sandpaper, 
clean the area with 4105S wash 'n' wipe 
2-Install supports with Proseal 890 per DSI9565 and QSI 015 


AIR Proseal 890 Batch: (9.2631 
3- Torque bolts as per dwg 


4-Install nut plates as per Dwg D206-667-147. Touch-up rivet heads with Imron 


paint. 
240 QCS5- Inspect part completeness to step on W/O 0.00 | 15 os 1 
*940* «а % KR 
QC Memo 0.00 D 1 2 ФА 
Quality Control \ 
| Ae 
QN 


"Work Order ID 92890 


*92890* 


Расе 9 
November-12-12 7:18:21 АМ 
Item ID: D206-667-107 Accept * N anna AN 4 00* Setup Start Ж N с 4 ж 
Revision ID: 2 ۱ 3 
* Item Name: Crosstube Mid Fwd Stop * N Q 2 ж 
Start Date: Start Qty: 1.00 ж Cust Пет ID: 
Required Date: 11/21/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
1 Нара DTE SC аа есту Ё B Run Start ж * 
Approvals: Process Plan: _ Date Tooling: 00 Date: 0 N R 1 
Stop 
D SPC (Y/N): : * * 
ate (Y/N) Date 5 N RI? 
Sequence ID/ Operation | “Set Up/ 5 Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
250 Pick Kit 0.00 
72 5 ; 
Packaging Memo 0.00 mE 1 ١ mE | 14° 2/2 
Packaging 
260 QC4- 100% Inspect kits for completeness 0.00 OAS ) 
«DAN? 15 
QC Memo 0.00 ویو‎ 
Quality Control 1 1) 07 
cps 
270 0.00 | 92 | 7» 
хо 7 n* Packaging SG Е: 
Packaging Memo 0.00 22 
Packaging Identify "YS r shipping as per PPP D206-667-107 
Location: ١ 
PPP Rev: 


“Work Order ID 
November-12-12 7:18:21 AM 


92890 — — 


_*92890* 


Item ID: 


D206-667-107 


Page 10 


Accept 


Quality Control 


* * Setup Start Ж * 
Revision ID: М: 000401 0n NS1 
°` Item Name: Crosstube Mid Fwd Stop Ж N S 2% 
Start Date: 11/12/12 Start Qty: 1.00 Же Cust Item ID: 
Required Date: 11/21/12 Req'd Qty: 1.00 *4 * Customer: 
‘Reference: 
| B т сага GR A A EE Run Start x ж 
Approvals: Process Plan: Date Tooling: СЕН Date "m N Р 1 
Stop 
QC: Date: ___ SPC (YIN): _ Date 1 * N R 2 * 
Sequence ID/ Operation Set Up/ 3 ` Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
280 QC21- Final Inspection - Work Order Release 0.00 
*IAN* [== | 2 о Y 
ос Мето 0.00 


| dd 


۰ 


. Picklist Print 
November-12-12 7:18:21 AM 
Work Order ID: 92890 
Parent Item: D206-667-107 
Crosstube Mid Fwd 


Parent Item Name: 


Comments: 


IPP REV:A 12.08.20 DSI9628 revA (ECN12-631) DD УЕКЕ ПМ 


Last 


Page 1 


Start Date: 11/12/12 
Start Qty: 1.00 


Required Date: 11/21/12 
Required Qty: 1.00 


Unit of Qty per Kit Total 


Component Item ID/ Replacement Mfg/ Bin Primary Qty on Qty Date Sthtus 
Пет Name Item ID Purch Item Location Location SeqID Measure Hand Qty Issued Issued 
ANS-30A ~ Purchased No ша Each _ 101000 | ص‎ 
BOLT - = JE 
Location Loc Qty Loc Code 
Sw? ST337 94 
122416 50 2 
„123525 44 125 225 
57339 7 
117514 7 
АМ5-32А Purchased No Each 295.0000 4 
Bolt e 
Location Loc Qty Loc Code 
5 ST337 180 
122416 50 1224/2 
“1227800 50 
123522 80 
ST338 17 
122993 17 
ST339 93 
122151 93 
ST340 5 
121541 5 
ANS-7A Purchased No Each 4,366.0000 10 - 
Bolt 541221 
< (3 Location Loc Ot Loc Code 
$7337 2366 
119017 2366 [| 7 
ST361 2000 
123355 1880 
123532 120 


ET age ee, ee ENS TS у " E e ЕЕС 
- Picklist Print m 
November-12-12 7:18:21 AM 
Work Order ID: 92890 
Parent Item: D206-667-107 Start Date: 11/12/12 Required Date: 11/21/12 
Parent Item Name: Crosstube Mid Fwd Start Qty: 1.00 Required Qty: 1.00 
AN960JD516 ۱۸۹۱149005631 Purchased No Each 2.0000 18 سه‎ 
Washer 1233 IT 22 s 
sy) Location Loc Qty Loc Code 
ST338 
1069059 2 
AN970-4 Purchased No Each 118.0000 12 u 
` Washer hs ee eee 7 8 
Location Loc Oty Loc Code 
ST342 92 E 
< 3 ۱ 122814 41 / 2 2 #)4 
; 122993 1 
123352 50 
ST344 26 
115936 10 
121285 16 
D206-667-017 Manufactured No Each 4.0000 1 Al - 
Grounding Strap Installation (p | 3-1 (- 2 9 
42814 eee P ١ 
Location Loc Oty Loc Code 
FG 1 
90289 І 
FG033 3 
90288 1 
90523 2 
| 
November-12-12 7:18:21 АМ — MS ` Shop Packet Print - Page 2 
quium сайы ans => 


пиг A‏ ان 


November-12-12 7:18:21 AM 


Work Order ID: 


Párent Item: 


92890 
D206-667-107 


Parent Item Name: 


D206-667-147TRN 
Crosstube Assembly, Mid Fwd 


D2873-043 
Nut Plate Assembly 


D2873-045 
Nut Plate Assembly 


y 43402 


D2891-1 
2.25 Support 


Crosstube Mid Fwd 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


No 


No 


No 


Location 
LG 
79662 
84680 
88722 
88902 
88905 
89657 
LG003 
88057 
Location 
LG052 
72644 
84386 
90376 
Location 
LG052 
89253 
402 $c 
Location 
FG 
84164 
LG052 
72822 
75176 
88892 
89976 


November-12-12 7:18:21 AM 


Loc 


Loc Qt 


WW NN‏ س ي ي 


Each 


Each 


Each 


Each 


Page 3 


Start Date: 11/12/12 
Start Qty: 1.00 


Required Date: 11/21/12 
Required Qty: 1.00 
7.0000 1 


Loc Code 


Mo zn 


68.0000 2 | | 


5 la- 1-28 
Loc Code 
هه‎ 
6.0000 2 
ni 13-19-05 
Loc Code 
15.0000 2 
бо ME 12-10-22 
Loc Code 


Shop Packet Print - 


Page 3 


`- Picklist Print 
November-12-12 7:18:21 AM 


92890 
D206-667-107 
Crosstube Mid Fwd 


Parent Item: 
ЗЫ ru 
Parent Пет Name: 


-D3595-063-395 


Page 4 


Start Date: 11/12/12 
Start Qty: 1.00 


Required Date: 11/21/12 
Required Qty: 1.00 


Manufactured No Each 70.0000 4 
RUBBER CUSHION _ A 19-11-27 __ 
cut (4)0.063" X 3.95" * “Location Loc Qt Loc Code 
FG 5 
87353 5 
10051 65 
87353) 65 4) 
MS20601-AD4W8 No Each 152.0000 
ik Purchased К 14 ids | 2-0 &— 
Location Loc Qty Loc Code 
ST311 100 
100 
ST314 — 52 
122141 52 ۳ 
MS21042L5 Purchased No Each 1,041.0000 7 
Nut Н. 9/2/07 
m: 5 Location Loc Qt Loc Code 
300 29 
121652 29 
314 932 
122452 932 A, 
sr300 — 80 122452 
108827 4 
116105 1 
116548 43 
119109 20 
2937 12 
November-12-12 7:18:21 AM Shop Packet Print Page 4 


ss з p es DE ағыла و‎ Nue EU لي‎ ME و‎ E + 
- Picklist Print Page 5 
November-12-12 7:18:21 AM 
Work Order ID: 92890 
Parent Item: D206-667-107 Start Date: 11/12/12 Required Date: 11/21/12 
Parent Item Name: — Crosstube Mid Fwd Start Qty: 1.00 Required Qty: 1.00 
MS21920-20 Purchased No Each 175.0000 4 de 
Clamp (per MIL-DTL-8783C) - к _|2-1-27__ 
Location Loc Qty Loc Code 
FG 4 
122254 4 
LG 5 
123346 5 
LG050 166 
116799 8 
120676 8 
121067 2 
121274 2 
122254 2 
44 (29 - 
122838 50 
123525 50 
November-12-12 7:18:21AM 7 _ Shop Packet Print = | LEE Page 5 


1 


ЕКІ? 


| 
| 


| H:lso\forms\dimension sheets\approved DS\Blank-XtubeBend-DimSheet rev E.doc ۱ 
" ۳۹ с оинашон 


DART AEROSPACE LTD | | 
ASS HORREA ERG MUR ERA БУЫН GA 
Description: Crosstube Mid Fwd (206L D206-667-107 
| سح مت‎ RRA AS DRAIN عم‎ AE 

Inspection Dwg: D206-667-147 Rev: A 


Ж 
91077 


Work Order: 


|... | 89۶11 


Height 
1/2 Span 
Angle _ 
Total Span 
Bending Passes 
Crushing 


Bending Passes 


Crushing 


| Rev | Date |Change 7) 
12.02.15 
| B | 12.04.16 | Added bending, crushing dimensions 


MET" WEN 


ООА: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE E 
QA Closed: Date: fe vt 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Water Jet Erlgindering 

Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 
Supplier ! 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


NCR No. 


FAULT CATEGORY ا‎ | CATEGORY 


|| Grain 
u Hardware 


Landing Gear General 


в Bending 


m Centre Not Concentric to O/S 


| 
Pressure/Forced 


Е Bend 


| |BOM/Route 


Ovalized 
Over/Under tolerance Témperature/Cure 


Part Incorrect Weld' 


E Cracks 
B Crushed/Crimped. 
u Cuffs 
| к Heat Treat 
Ш Inspection Strip іп Tube 
| NE Ripples in Bend 
| = Torque Waves in Extrusion 
N Turning Sequence 
и Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| [Broken/Damaged 
) | Burrs 

E Contamination 

u Countersink 

и Cut Too Short 

me Drill Holes 

mi Drawing 

) | Finish 

m Folio 


Inspection Incomplete 

в Instructions Incomplete/Unclear 
E Maintenance 

Е Mislabeled 


u Misread 
|| Offset 


м Out of Calibration 
u Out of Sequence 
| Outside Dimensions 


Part Lost/Missing 
Part Moved 

Positioned Wrong 
Power Loss/Surge 


Wrong Stock Pulled 
1 


Part Number Description 
-147 : 


ES ENANA‏ ل 
EN ER A‏ 
D2891-1‏ 


[ аш 
НЕН 
алал талы 
[2 1 101 | 
ا2‎ 
| 2 | 
[ 2 | 
| 4 |103595-063-98 | RUBBER CUSHION ۰ | 
[ 4 | 
[ 04 | 
E 


2 


[ 4 | 
| 5 | 
е | 
ра | 
ва 


GENERAL NOTES: 


MS21920-20 CLAMP (OR М521920-21 
MS20601AD4W8 RIVET (OR NAS9302B-4-8 : 
MEP PA 
"МАСМОВОКР 6398 | ROCKWELL SPECIFICATION RBO-120-023 
. ADHESIVE (TEXTRON/BELL'SPEC. 299- 
947-100, TYPE It, CLASS 2 ADHESIVE) 


1) MATERIAL: MANUFACTURED FROM.D6002-115 
FINISHED. LENGTH = 99.8430.020 

FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART 051 005 4.2 

PAINT OUTSIDE PER DART 051 005 4.2 
TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER “D206-667-147" AND BATCH NUMBER ОМ 
INSIDE OF CUFF PER DART QSI 044 6.4 (VIBRATING STYLUS). 
WEIGHT: 15.0 Ibs (-507 = 12.84) 

- PARTIS SYMMETRIC ABOUT CENTERLINE. 

RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 10 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING IS 6% BASED ON O.D. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER OSI 038. 

12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 
015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABI E. Р 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


DEO ATTACHED 


Eco HN 
1.03.28 


UNDER REVIEW 


RELEASE 


2011 ЫСЫ 


[ ^ [мем —— 5 | 

DESCRIPTION | 
pesen | Ф | DART AEROSPACE LTD 
prawn | | HAWKESBURY, ONTARIO, CANADA 
[checken | К ال‎ NO. REV. A 
IMFG.APPR. | 7%. |0206-667-147 SHEET 1 OF 4 


JAPPROVED raf TTE SCALE 

ОЕ АРРА | “= |CROSSTUBE ASS'Y (206L MID FWD) NTS 

DATE COPYRIGHT © 2010 BY DART AEROSPACE LTD 
10.12.23 ns ch 


м 


О2891-1 SUPPORT 
2PL 


MS21920-20 CLAMP 
4PL 


D3595-063-395 
.RUBBER CUSHION 
4 PL, (UNDER CLAMP) 


3» 


D2873-043 
NUT PLATE 
MS20601ADAWB 
RIVET, 4PL —, 
2873-045 
NUT PLATE 
80% 
Ж БЕР Y MS20601AD4W8 
RIVET, 3 PL 
ста CUFF DETAIL 
SCALE 4x 
8 7 5 


D208-667-507 


^ -D206667-147 ... .....-. 
ASSEMBLY DETAIL. 
(VIEW LOOKING FWD) 


[135 [15> 


MS21920-20 CLAMP REF 


[12> 


D2891-1 SUPPORT REF 


D3595-063-395 
RUBBER CUSHION 
REF 
052 SECTION BB 
SCALE 5X 
5 4 


D2873-043 
NUTPLATE 


DEO ATTACHED 


MS20601AD4W8 
RIVET, 4 PL 
D2873-045 
NUT PLATE B 
90" 
MS20601AD4W8 NE ВЕР N. 
RIVET, 3 PL 
VIEW C-C: 
c22 CUFF DETAIL 
SCALE 4X 
sien | 47 | DART AEROSPACE LTD 
| 4 | HAWKESBURY, ONTARIO, CANADA A 


praw | 4) 
НЕСК |6 [DRAWING NO. REV. A 
мес. АРРА. | ^ д (0206-667-147 SHEET2 OF 4 


АРРКОМЕО |, ЛИ [mme "SCALE 
ОЕ АРРА | AR | CROSSTUBE ASS'Y (206L MID FWD) _ wrs 


DATE 10.12. 23 | AIDE C DOM 


| i DQA: Date: * 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE E" 
| QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: ¡ 


Rework Skid-tube Crosstube Water Jet Engineering 

Part Мо.. Scrap Machining Small Fab Prod. Eng. Coor. Quality 

| Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
NCRNo. с Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Oty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT СЕ CATEGORY eee 
Landing Gear General 
E Bending | | Bend | | Grain Ovalized Pressure/Forced 
u Centre Not Concentric to O/S | | BOM/Route м Hardware Over/Under tolerance Temperature/Cure 
E Cracks Bl Broken/Damaged E Inspection Incomplete Part Incorrect Weld 
Ш Crushed/Crimped. a Burrs u Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Em Cuffs м Contamination u Maintenance Part Moved 
E Heat Treat | | Countersink 7 Mislabeled Positioned Wrong 
| | Inspection Strip in Tube u Cut Too Short a Misread Power Loss/Surge || Other 
Е Ripples іп Bend | Drill Holes u Offset 
Hn Torque Waves in Extrusion || Drawing Mi Out of Calibration 
a Turning Sequence ЕҢ Finish u Out of Sequence 


М Folio 


al Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| Outside Dimensions 


PILOT 20.128 
СІМК 000۴ 
3PL 


19.95+0.13 


оозгу 
HOLE TO BE ALIGNED WITHIN +0.001 
OF HOLE ON OTHER SIDE OF CUFF 
2PL 


сез DETAIL D 
SCALE 4X 
(VIEW LOOKING FWD) 


20.323 900 

HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


VIEW Е-Е: 
CUFF DETAIL 
SCALE 4X 


27.80 REF, (706mm) с 
ТО СЕМТЕК ОЕ ВЕМО, 
ALONG TOP EDGE 


REF, (485mm) 
TO START OF BEND 


41.92+0.13 


43.0010.13 
DETAIL D 
موم‎ 


D206-667-507 


BENDING AND DRILLING DETAIL 


(VIEW LOOKING FWD) 


+0.005 
00.323 0000 
HOLE TO BE ALIGNED WITHIN 10.001 
OF HOLE ON OTHER SIDE OF CUFF 
3PL 
PILOT 90.128 


PILOT 8 C'SINK 0 
C'SINK 80.225X100° APL 
APL 


0.32319 005 
HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 


ON OTHER SIDE OF CUFF 
3 PL 


VIEW FFE‏ مم 
(VIEW LOOKING AFT, ROTATED)‏ 


SECTION G-G‏ ميد 
SCALE 5X‏ 7 


823 


VIEW JJ 


(VIEW LOOKING AFT, ROTATED) 


PILOT 8 
C'SINK @0.225X100° 
SPL 


18.4720.13 


HOLE TO BE ALIGNED 
WITHIN #0.001 OF HOLE 


ON OTHER SIDE OF e сәз DETAIL Н 


SCALE 4X 
Ec) 81-615 (VIEW LOOKING FWD) 
Ц. 63.2% 


ЕМЕМ 


" 
0.3239 908 

HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


мә _ К.К: 


CUFF DETAIL 
SCALE 4X 


ELEASE 
2011 -05- 24 


pesen | 47 | DART AEROSPACE LTD 
prawn | 44 | MAWKESBURY, ONTARIO, CANADA 

checken | 5  [pRAwING NO. REV. A 
mec. apPR | (2. | 206-667-147 | 
approved | uy Imre 


DATE 


1 0.1 2.23 танта مس‎ IT On 
UTE GREEN ЖОМ OORT AER im. wm 


SHEET3 OF 4 


| ООА: Date: ? 
NCR: | Yes / No WORK ORDER NON-CONFORMANCE / UPDATE | 
| QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Crosstube 
Small Fab 
Finishing 
Composite 


' Rework Skid-tube 
| Part No. Scrap Machining 
| Use-as-is Thermoforming 
| Work Order Update Large Fab 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


لا FAULTCATEGORY‏ سا 


Landing Gear 


ПЕ Bending 


H Centre Not Concentric to O/S 


| | Cracks 


gH Crushed/Crimped. 

Н Cuffs 

i Heat Treat 

E Inspection Strip in Tube 
Ш Ripples in Bend 

Ng Torque Waves in Extrusion 
mM Turning Sequence 

B Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
|| Вепа 
| |BOM/Route 
| |Broken/Damaged 
|| Burrs 
u Contamination 
5 Countersink 
u Cut Too Short 
5 Drill Holes 
8 Drawing 
E Finish 
| [Folio 


A CATEGORY لا‎ LT CATEGORY 


u Grain 

я Hardware 

u Inspection Incomplete 

| | Instructions Incomplete/Unclear 
Ш Maintenance 

| |Mislabeled 


u Misread 
= Offset 


u Out of Calibration 
| Out of Sequence 
|| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Е Other 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 
SEE DETAIL L 


874 


9.50010.030 — 
14.50040.030 
19,50020.030 — 
24,500+0.030 — 
29.50020.030 سس 
35.617+0.030 


E 


205829 
2.176885 
SEE DETAILN 


TAPER UNIFORMLY FROM 824 
ГӘ > 2.176 REF THROUGH TO 2.272 REF 
RUNNING OFF PART 


TURNING DETAIL. 


e 
Ф 
= 
e 
H 
© 
2 
= 
+ 


----- 5.160+0.030 


0.125 4 
ГӘ > | 


30° X 0.400 DEEP 
CHAMFER 


844 SEE DETAIL M - 


DETAIL M: 
CUFF TRANSITION 


NOT TO SCALE 
DETAIL L: 


ors SROSSTUBE CUFF 
NOT TO SCALE 


UNDE VIEW 


eart (i- 605 
1.03. 29 


— 49.92 REF 


TS 
TD 2.250 REF ps 


ELEASED 


TAPER RUN-OFF 2011 UU‏ مه 


DART AEROSPACE LTD . 


HAWKESBURY, ONTARIO, CANADA 


REV. A 
SHEET4 OF 4 


SCALE 


DOA: Date: ut 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE | s 
| ОА Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS * 
Work Order: 
Rework Skid-tube Crosstube Water Jet Engineering 
Part No. : Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
NCR NO 9 | Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


| 210101010101010 | | FATCATEGORY | CATEGORY 
Landing Gear General | 

N Bending Nm Bend 5 Grain Ovalized Pressure/Forced 

i || Centre Not Concentric to O/S u BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
E Cracks m Broken/Damaged u Inspection Incomplete Part Incorrect Weld 
Е Crushed/Crimped. m Burrs m Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs u Contamination u Maintenance Part Moved 
= Heat Treat u Countersink u Mislabeled Positioned Wrong 

| м Inspection Strip т Tube || Cut Too Short 5 Misread Power Loss/Surge || Other 
Ш Ripples in Bend N Drill Holes m Offset 
mE Torque Waves in Extrusion E Drawing || Out of Calibration 

м Turning Sequence E Finish a Out of Sequence 


Е Wave/Twist in Tube ІШ Folio E Outside Dimensions 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


PE ON 


DRAWING NO. [ТТЕ ; ` REV. Al DART AEROSPACE LTD [0Е0. к. : | SHEET NO. SCALE 
D206-667-147 | CROSSTUBE ASS'Y (2061 MID FWD) ENGINEERING ORDER D206-667-147-A-1 SHEET 10F 4 ^ NTS 
DATE ` 11.07.15 DATE 11.27.22 DATE / وس‎ DATE ds DATE 11.07.21 


PURPOSE: ; 
REPLACE MAGNOBOND WITH PROSEAL. | 


СНАМСЕ: 


IS: 
-147 


mu A A ANS TENER INE EN IMP ы EN IMEEM, 
| 9 | AR | PROSEAL 890 B-2 'SEALANT, AMS-S-8802 CLASS B-2 


WAS: | 
۳ Прето EPA ==: 
AIR | MAGNOBOND 6398 ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
: ТҮРЕ 1, CLASS 2 ADHESIVE) 


NOTE 12 & 15, SHEET 11S AMENDED AS FOLLOWS: 


18: 

12) TO INSTALL 02891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04” TO 0.07” 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 


SURFACE OF SUPPORT. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: | 
12) INSTALL D2891-1 SUPPORT USING 0.03" ТО 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 015. 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


4. і ООА: Date: 
NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE 
| QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


‚ 4 Work Order: 
Skid-tube 
Machining 

Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


| Rework 
Part No. Scrap 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


HEN 
E | Root Description of work order update Initial Action Sign & 
e | Cause Date Step | Oty or Non-conformance Chief Eng Description Date Verification QC Inspector 


| FAULT LLL CATEGORY 
Landing Gear General 


Я Use-as-is 
Work Order Update 


AA ҒЫ td 


Ш Bending 


gi Centre Not Concentric to O/S 


u Cracks 


Ш Crushed/Crimped. 
| | Cuffs 
u Heat Treat 
EN Inspection Strip in Tube 
E Ripples in Bend 
B Torque Waves in Extrusion 
BE Turning Sequence 
i E Wave/Twist in Tube 


H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G 


и Вепа 


| |BOM/Route 

| |Broken/Damaged 
Burrs 

u Contamination 

и Countersink 

м Cut Too Short 

| [Drill Holes 

u Drawing 

u Finish 

Ш Folio 


5 Grain 

u Hardware 

u Inspection Incomplete 

ш instructions Incomplete/Unclear 
м Maintenance 

| Mislabeled 


Е Misread 
u Offset 


u Out of Calibration 
u Out of Sequence 
u Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld А 
Wrong Stock Pulled 


| Other 


DRAWING NO. TITLE REV. A| DART AEROSPACE LTD SHEET NO. 
D206-667-147 CROSSTUBE ASS'Y (206L MID FWD) ENGINEERING ORDER D206-667-147-A-2 SHEET 1 OF 1 NTS 
DATE (2-08-02 


PURPOSE: 
ADD ELECTRICAL GROUNDING STRAP 


CHANGE: 
PARTS LIST: 


ИтЕМ pM PART NUMBER DESCRIPTION 


D206-667-147 CROSSTUBE ASSEMBLY (206L MID FWD) 


| X | 
_ г т ЪЪ A سس سس‎ 
1L [TTT 
[10 | 2 | 50742026 СУ —  —  — — — 
[11 | 2 | 0059165065 ^ [ANGLEBRACKET | 
[12 | 2 [wszwams ^ "[ur(onwszwu23; —— аро 
[1 | z.[wszosios [SCREW TT 
EM | 


NAS1149CO332R | WASHER (OR AN960C10L) 


GENERAL NOTES: 


16) MASK AREA UNDER CLAMP PRIOR TO PAINTING E L E A S E 


17) SEAL EDGES WHERE AN742D36 CLAMP MEETS WITH THE CROSSTUBE USING | „np 
SIKAFLEX-241/-291 OR MIL-S-8802 CLASS B2 OR PROSEAL 890 SEALANT 


18) PERFORM RESISTANCE CHECK TO ENSURE MAX RESISTANCE IS 10 MILLIOHMS FEN 12-45] 
— AFT 


АМ?42036 
CLAMP 


— MS27039-1-08 D206-667-507 CROSSTUBE 
SCREW REF 


NAS1149C0332R 
WASHER 


MS9165-05 
ANGLE BRACKET 


NAS1149C0332R WASHER 
MS21042L3 NUT 


CROSSTUBE 
i REF . 
Læ е 
к . 


DETAIL P 
BONDING STRAP INSTALLATION 2 PL 


SECTION R-R 


COPYRIGHT © 2012 BY DART AEROSPACE LTD 

THiS DOCUMENT IS PRIVATE ANO CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT 15 

NOT ТО BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO.ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


NCR: Yes / No- ` ост e WORK Groge мом. «CONFORMANCE / UPDATE ga eet 
аа ще = UE CC al aa Seren 3 QA Closed: Date: 


Work'Ürder: 


.< 


Part Ко... 


Quality 
Other 


` NCR No. - 


Е ES ар Description “Gf work order سس‎ 
Date 4 Step | Qty 


es ог Non- conformance‘ 


Unapproved 


i 2 Genéral z 2 


Landing Gear 020 + я eral a 2 vs: А 
аа Bending nA ae Bend . ". RM SNC léen . s Ovalized Pressure/Forced 
EN Centre Not Concentrici to 0/5 s E воме г ae cm Us Hardware: 1 ١ | Over/Under tolerance Temperature/Cure 
| [Cracks у: Ш Broken/Damaged oe A | Inspection Нее ü Part Incorrect Weld 
EH Crushed/Crimped. =e : | 1 Burrs E ae Жа. Ен Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 

qe. n | сив. id ES he eh |- [contamination Ми Mainténancé + пе 5 Part Moved 
= “|. |н Heat 1 Treat, Ns E z "n . |Countersink BT 7 ۱ | |Mislabeled ` er Positioned Wrong 
se ОЕТ Inspectioni Stiipi in Tube, TE Cut „Too Short, 3 ۳ ІШ Misread | 4 % : = : Ж Power Loss/Surge. | Other 
те | |RipplesinBend i} Drill Holes ¿< > | [offset ER et inl 
: |. [Torque Waves in Extrusión , ра Drawing. GS T “Гр (Ош & Calibration, Di - | bc о 2 


^A | [Turning Sequence - BR E Finish с, Cape HI er. Out of Séqüence see Ир Tg > 
- pol, 5 «А. ۱ »س‎ 
m Wave/Twist in Tube EE B pele: Є Li Outside Dimensions. 
н: [FORMS /Qualy Assurance\approved QA/NCRWO RevG ` a - т Mae? 7 + - 


m 
d In К Б 
E ENT Pr rn ef a 3s 
5 она : be ыз Et Pe و‎ | | = 


DEL 


|ATTENTION 


| PROJECT FI Lt. 


Ef ae er ады 


р- a % ха 
LIQUID PENETRANT TEST REPORT 12 685 | 


DATE 
ACUREN JOB NO. 


ADDRESS 2 POMO No. 


К ke 35 5 „Ars Ort. WORK LOCATION - 
nenn 


CLIENT 


ACCEPTANCE STD 4 i A 
DN ER Z LES ЖАС Ж A / 4 
(>) 

F 


A 
2 TECHNIQUE No. LT? 


PROCEDURE NO. | LT ی ار‎ (БЕУ./ОАТЕ 2000. 


т 


ITEM(S) EXAMINED 


Јов DESCRIPTION 


PART NO. >. 


<< fie 


SCOPE 


21 WATER WASH | О SOLVENT REMOVABLE О Post EMULSIFIED 
С AMBIENT < 2 fc i 


Black LiGHT S/N. / 04 27 a OUTPUT > 1000 p W/CM? 


DEVELOPER AD Sc 
DEVELOPER TYPE И Non Aqueous С AQUEOUS 


TEST SURFACE ۳ 
SURFACE CONDITION О As GROUND О As WELDED #1] ‘MACHINED Q SHOT BLASTED 2222 И CLEAN BARE METAL 
SURFACE TEMPERATURE لا‎ < - 4°С/ 20% а - 4°C/ 20°F то 10°С/50°Р С 10°C/50°F то 52°С/125° О > 52°C/125°F 


RESULTS- ZÍ METRIC O IMPERIAL) 
COMMENTS 


ACCEPT [REJECT 


d the performance of the requested services. It is expressly underste 


Scope of Services 
The agreement of Acuren Gro Under no circumstances shall such services extend beyon 

i Inc. based on information and assumptions supplied by the owner/operator and are not intended nor can they be construed « 
representations or warranties. + the.owner/operator retains complete responsibility for the engineering, manufacture, repair and use decisions as a result o 
data or other information provid of the services referred to herein exceed the amount paid for such services. 
Standard of Care 
In performing the services provide. 
implied, is made or intended by Acuren Group Inc. 


SIGNATURES 
CLIENT REPRESENTATIVE 


| ordinarily exercised under similar circumstances by others performing such services in the same or similar locality. No other warranty, expressed or 


АД и „баса A FF a sms Е- 2052 
3 SIGNATURE = 5 


PRINT 
т REPORT 


REVIEWED BY; 3 
NAME INITIALS 


| TECHNICIAN (SIGNATURE): 


NAME (PRINT) i 144 At. مین‎ 


T TECHNICIAN 2 TECHNICIAN 


CGSB LEVEL SNT LEVEL 
CGSB Rec. No 


CGSB LEVEL 
^ | CGSB REG. No 


WHITE - CLIENT COPY EM CANARY - OFFICE COPY PINK - TECHNICIAN COPY - ‘GOLD - OFFICE.COPY 
EE ТА пат Р PT Sept 2 


ee hg c ۳ 


E ТЫ CON E EEE 


